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INJECTION DEVICE 
Field of the invention 

The present invention relates to a device for the moulding of injectable materials, 
in particular plastic, to prevent or in any case reduce contamination of the moulded 
5 objects when passing from moulding of one injectable material to moulding of a 
different material, for example during work changeovers between two different 
production batches. 
Prior art 

In the so-called "hot runner technique" for injection moulding of plastic, the molten 
10 plastic coming from the plastification screw is conveyed to a heated cavity - the 
"hot half - from which a series of channels branch off which convey the plastic to 
each of the cavities or moulding impressions of a mould. 

The molten plastic is therefore injected into the individual moulding cavity via an 
injection terminal comprising a heating tip fixed on a tip holder support by means 

15 of a centring ring nut 

When the mould is in the injection position, the tip normally extends inside a 
roughly cylindrical temperature-maintaining cavity formed by the die of the mould. 
The tip holder support has the function of conveying the plastic and keeping it hot, 
by means of an electrical resistance if necessary, inside the holding cavity. 

20 The centring ring nut has the function of centring the tip end with respect to the 
injection hole, which is often relatively small, less than one millimetre, fixing the tip 
and preventing leakages of molten plastic which would otherwise come out of the 
holding cavity. 

The tip can have different shapes according to the type of plastic injected and has 
25 the main function of maintaining the plastic to be moulded in a fluid state in an 
area not heated by electrical components. In fact, by conveying the molten plastic 
from the holding cavity to the moulding cavity of the mould via a small enough 
injection hole and, more generally, by appropriate thermal design of the injection 
terminal, it is possible to achieve the so-called "thermal break" of the sprue, i.e. 
30 avoid or in any case considerably reduce the formation of sprues, moulding 
witness marks or other unsightly defects at the injection point (or points) of the end 
plastic object moulded, so that the limit between the plastic which always remains 
in the molten state in the holding chamber and the plastic of the moulded object 
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that solidifies is located at the exact level of the injection hole. 

The tip is therefore generally made of a material with good heat conductivity. 

Once the mould has been fitted, during operation the molten plastic fills all the 

cavities including the maintaining cavity, solidifying near cold walls -like those of 

the die - and remaining liquid near the hot walls - like those of the tip. 

During the injection phases plastic recirculation can occur in the holding cavity, i.e. 

molten plastic can flow from the channel inside the tip into the holding cavity and 

from there next into the moulding cavity. 

This phenomenon is particularly problematic during work changeovers when 
switching from plastic of one colour to another in this case traces of plastic of the 
old colour can flow out of the holding cavity, even after several moulding 
operations at the beginning of the new work batch, and said traces contaminate a 
certain number of moulded products until the phenomenon recedes. 
The phenomenon of recirculation is harmful also when moulding plastic materials 
that are particularly sensitive to deterioration: when a certain amount of plastic 
remains at length in the holding cavity, it can deteriorate and be slowly released, 
contaminating the moulded end products. 

To solve said problems "jigs'' have been suggested in the form of bushes made of 
a plastic which melts at a higher temperature than that of the holding chamber and 
having the form of said cavity. In this way the "jig" fills all the cavity and does not 
allow the molten plastic to occupy it. 

Some drawbacks of this solution include deterioration of the jigs due to the high 

operating temperatures, for example, the relatively high cost of the jigs themselves 

and the need for periodical machine standstills to replace them. 

The aim of the present invention is to provide a device for the injection of plastic 

materials which prevents or in any case reduces the phenomenon of recirculation 

described above and represents an improvement on the injection devices currently 

known. 

Summary of the invention 

Said aim is achieved, according to the present invention, by a device for injection 
moulding, comprising: 

- a hollow die provided with a recess and at least one injection hole in an area of 
said recess, where said at least one injection hole is adapted to inject the material 
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to be moulded into a cavity of a mould; 

- at least one heating tip which extends inside the recess forming, together with 
the recess itself, at least part of a holding cavity, where the tip is designed to heat 
the material to be moulded possibly contained in the holding chamber; 
5 - feed devices designed to convey the material to be moulded into the holding 
chamber. 

Said device is characterised in that the holding cavity comprises a narrow section 
which separates a rear area of the holding cavity, farther from the area or areas in 
which the feed devices introduce the material to be moulded into the holding 

1 0 cavity, from a front area of the holding cavity, nearer to the area or areas in which 
the feed devices introduce the material to be moulded into the holding cavity, 
where the passage sections via which the injectable material can pass into the 
holding cavity at the narrow section are substantially smaller than the passage 
sections upstream and downstream of it and at least in the surrounding area. 

15 In this way it is possible to separate the maintaining chamber into two portions, 
one with a very good rapid turnover of fluid material to be moulded, and the other 
with a turnover that may be poor or even zero; the narrow section reduces or 
completely prevents the exchange of fluid material to be moulded between the two 
areas, thus reducing the phenomena of recirculation and contamination of the 

20 moulded parts when a new production batch is started using a different material to 
be moulded, for example a different type of plastic. 

Further advantages that can be obtained with the present invention will become 
more apparent to a person skilled in the art, from the following detailed description 
of a particular embodiment given by way of non-limiting example, with reference to 
25 the following figures. 
List of Figures 

Figure 1 shows schematically a side section view of a first embodiment of an 
injection device according to the present invention; 
Figure 1A shows schematically an enlarged detail of Figure 1 ; 
30 Figure 2 shows an exploded schematic perspective view of the tubular hose and 
central body of the heating tip of the device of Figure 1 ; 

Figures 3 and 4 show respectively a side view in section of a second and third 
embodiment of an injection device according to the present invention; 



Figure 5 shows schematically a section view of a detail of the device of Figure 4, in 
a particular operating condition; 

Figure 6 shows schematically a further enlarged detail of the view of Figure 5. 
Detailed description of the invention 
5 Figures 1 , 1 A and 2 relate to a first embodiment of an injection device according to 
the present invention; in said embodiment the injection device comprises a tip 
holder support 4 and a heating tip fixed on it by means of the centring ring nut 3. 
The heating tip comprises a body 2 inside which there is provided a channel 8 
adapted to be connected, via appropriate ducts, to a hot half of a mould for 
10 injection moulding of plastic materials. The reference 7 indicates the end of the 
channel 8 on the side of the hot half. 

The reference 13 indicates a hollow die nearest to a moulding cavity - not shown - 
of the mould. 

During injection the plastic material coming from the hot half of the mould via the 

15 internal channel 8 comes out of the body 2 through the outlet orifices 14 and, 
guided by the conical walls of the recess 16 of the die, reaches the injection hole 6 
and then the moulding cavity designed to give the moulded object its final form. 
The tip holder support 4 and the body 2 in this embodiment are heated by 
appropriate electrical resistances (not shown) in order to maintain in a fluid state at 

20 least the majority of the plastic that fills the holding cavity 5, which surrounds the 
body 2 and is defined by the walls of the recess 16, the body 2, the centring ring 
nut 3 and the tube 1 - the latter described in greater detail below. 
As already mentioned, the suitably small size of the injection hole 6 and 
appropriate thermal sizing in general permit the above mentioned 'thermal breaW 

25 of the sprue or witness mark of the moulded parts. 

According to the present invention, on the end of the heating tip nearest the 
injection hole 6 and the outlet orifices 14 a tubular body 1 is fitted - in the present 
embodiment example a tubular hose or simply hose - the open end of which 17, 
nearest the injection hole, forms together with the walls of the recess 16 a narrow 

30 section 52 (Figure 1A) which divides the holding cavity 5 into Iwo portions, a front 
portion 50 - nearer the outlet orifices 14 and the injection hole* 6 - and a rear 
portion 51, farther from the outlet orifices 14 and the injection hole 6; the passage 
sections through which the fluid plastic can pass into the holding cavity 5 at the 
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narrow section 52 are substantially smaller than the passage sections upstream 
and downstream of it and at least in the surrounding area. 
In the present embodiment the tube 1 and the wall of the recess 16 have a 
substantially axial-symmetrical form with respect to the longitudinal central axis AL 
5 (Figure 1A) of the heating tip, and therefore the narrow section 52 has a 
substantially ring-shaped form, also axial-symmetrical. 

In the present embodiment example the tube 1 forms a cylindrical wall 53 which 
surrounds the outlet orifices 14 of the tip, , extends downstream of them towards 
the injection hole 6, thus positioning the narrow section 52 downstream of the 

10 outlet orifices 14; in this way the front area 50 of the holding chamber 5 is washed 
very effectively by the flow of molten plastic material coming out of the orifices 14, 
ensuring a very rapid turnover of said molten plastic in the front portion 50; the 
rear portion 51 on the other hand, since it is relatively isolated from the narrow 
section 52, has a much lower turnover of plastic with the front portion 50. 

1 5 Preferably the tube 1 is made of a material with relatively low heat conductivity and 
in any case lower than that of the body 2 - or in any case of the central body of 
the heating tip around which the tubular hose is fitted - so that the plastic 
accumulated in the rear portion 51 tends to solidify more than the plastic present in 
the front portion 50; this further reduces, or totally blocks, the mixing and 

20 exchange of plastic between the front and rear areas and leads in some cases to 
the formation of an actual solidified plastic sleeve in the rear portion 51. 
An example of a situation that can be obtained in a device according to the 
present invention is shown in Figures 5 and 6: in the particular operating condition 
shown in said figures the plastic to be injected is solidified in the area nearest the 

25 wall 16 of the recess of the die, creating a roughly cylindrical external sleeve PL of 
solidified, or in any case more viscous, plastic. Near the walls of the body 2, which 
are warmer, the plastic to be injected remains liquid or in any case more fluid 
(reference PL). In the particular operating situation of Figures 5, 6 the solid plastic 
sleeve PS completely plugs the narrow section 52, preventing all exchange of 

30 fluid plastic between the front portion 50 and the rear portion 52 of the maintaining 
chamber. « 

However, other situations and operating modes are possible, while remaining 
within the protective scope of this invention. 
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In this way it has been found that the problem of recirculation of plastic 
accumulated in the maintaining chamber 5 is considerably reduced, in particular 
the phenomenon subsequent to a work changeover, when switching for example 
from moulding of plastic in one colour to moulding of plastic in another colour: 
5 according to the teachings of the present invention, far fewer moulding operations 
are required to purge the system than without the tube 1, in order to obtain 
moulded pieces without coloured streaks or in any case without traces of plastic 
from the previous batch. 

With respect to the known solution of the "jigs* or plastic bushes with higher 
10 melting point, with the present invention it is possible to reduce the purging 
operations with lower costs and without the risk of contaminating the plastic 
injected with remains of the high-melt plastic of any jigs that have possibly 
deteriorated; furthermore machine standstill and maintenance times are 
considerably reduced, since any deposits of solidified plastic present in a device 
15 according to the present invention do not have to be removed and replaced, or in 
any case can remain in the maintaining chamber 5 for much longer periods- 
Figures 3, 4 concern another two embodiments of a device for injection moulding 
according to the present invention. 

In the embodiment of Figure 3 the edge of the open end of the tubular body 11, 
20 which forms the narrow section, has a substantially cylindrical shape instead of 
being bent towards the central longitudinal axis AL of the heating tip (Figure 1A). 
In the embodiment of Figure 4 the edge of the open end of the tube 12, which 
forms the narrow section, is substantially bent towards the outside of the heating 
tip, opening out like a trumpet 
25 The embodiments previously described can be modified and varied in numerous 
ways while remaining within the scope of the present invention. 
For example the moulding device can be applied also to the moulding of injectable 
materials other than plastic; the tube 1 of predefined length can be replaced by 
other containment devices designed to contain and guide the flow of material to be 
30 moulded, or injected, coming out of the outlet orifices 14 towards the injection hole 
6 at least as far as the narrow section; the tube 1 can form an integral part of tfie 
tip or fit on it throughout its length, or only for a part, it can have a cylindrical shape 
or another shape suitable for the purpose. The tube 1 can be fixed in various 
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ways: glued, crimped, screwed or interference fit Inside the recess of the die 
several nozzle bodies 2 can be housed, and they can be combined with respective 
outlet or outflow orifices, from which the fluid plastic flows out- 
According to the application and the type of plastic to be injected, different nozzle 
5 configurations are possible while remaining within the scope of the invention. At 
the end of the body 2 one or more plastic outflow holes can be provided, and 
generally each hole is combined with a tip to transmit the heat received from the 
heated body 2 as near as possible to the injection hole. In some nozzle variations 
with one tip several outflow channels are combined. 

10 The tips can be located not only near the injection hole 6 and the free end of the 
bodies 2, but also in other areas of the bodies, for example near their base, or the 
plastic material to be injected can be introduced into the maintaining chamber or 
air space 5 by means of appropriate feed devices not necessarily the same, but 
also different, from the feed channel inside the body 2 which terminates in the 

15 outlet orifices 14. 



